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5. BEFORE WELDING ITEM #2 TO ITEM #1, WELD ITEM #3 (2)
   T0 ITEM #1. THEN DRILL AND REAM ITEM #3 (2) AS SHOWN

1/8
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2X .015 [.3810] X 45° CHAMFER
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3. USE TIG TUNGSTEN INERT GAS WELD.

Ø1.1257 [28.5928]  -.0007 [0.0178]
+.0000 [0.0000]

    B) TRIM SOL
    A) CIMCOOL 5 STAR 49

    IS PROHIBITED. USE ONE OF THE FOLLOWING:
   SILICONE AND SULPHUR-BASED CUTTING FLUIDS
1. WHEN MACHINING VACUUM PARTS, USE OF

6. DIMENSIONS IN [  ] ARE MILLIMETERS
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1 P1 UPPER VACUUM FLANGE 1

P1 BELLOWS FLANGE 1

P1 VACUUM FLANGE PIVOT SUPPORT 2
NEEDLE BEARING Mc GILL CAT. #6NAS1218 2SST

7.812 [198.4248]–.001 [0.0254]

3.906 [99.2124]
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P1 1 ST PHOTON SHUTTER
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UNLESS OTHERWISE SPECIFIED:
ALL DIMENSIONS ARE IN INCHES

TOLERANCES

DECIMALS ANGULAR

.X    – –   °

.XX   –

.XXX  –

SURFACE ROUGHNESS

REMOVE ALL BURRS AND
BREAK SHARP EDGES .03 MAX.

SURFACE TEXTURE TO BE IN
ACCORDANCE WITH LATEST ANSI B46.1

DIMENSIONING & TOLERANCING IN
ACCORDANCE WITH LATEST ANSI Y14.5

DO NOT SCALE DRAWINGREVISIONS

SYM CHANGE DESCRIPTION BY CHKD DATE

APPROVED/RELEASED

2X Ø.635 THRU C’BORE TO

.920 [23.3680]

.812 [20.6248]
 .000 [0.0000]
+.003 [0.0762]

.112 [2.8448]  .000 [0.0000]
+.004 [0.1016]

Ø1.197 [30.4038]–.004 [0.1016]

2X R.01 [.2540]
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1.937 [49.2000]
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PACKING WITH ALUMINUM FOIL.
4. KEEP THE PART CLEAN, AND WRAP FOR UHV

NITROGEN BLOW DOWN.
INVOLVING DEGREASING, WASHING AND DRY
THROUGH A MULTIPLE STEP CLEANING PROCESS
ELECTROPOLISHING, THE PART NEEDS TO GO
IS NEEDED BEFORE WELDING. PRIOR TO

2. THIS IS A UHV PART, ELECTROPOLISHING
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Ø8.000 [20.32]

5

O
IL

O
IL

2SST#8 - 32 X 3/32 LG. SET SCREW5

P4102010103-210103
P4102010103-210102

P4102010103-210101

304 SST

304 SST
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1 2X Ø.635 WAS 2X Ø.625 M.J.M.


